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1 
This invention relates to conveying equipment 
for use in connection with shop molding and the 
like, and is particular]y directed to certain 
provements in the construction of an endless 
conveyor provided with mold supporting car- 5 
riages, in the arrangement of a mold weight con- 
veyor, and in the provision oî means for driving 
the conveyors in synchronism whereby the mold 
pouring operation may be carried out to best 
vantage. 
Particularly important proviiions disclosed 
herein are tf be £ound in the improved construc- 
tion and arrangement of conveyor carriages for 
receiving and locating the respective molds in 
proper relation whereby mold weights may be de- 15 
posited thereon prior fo pouring of the mold, and 
in the provision of means for moving the molds 
and weights into cooperative registering positions 
in a synchronous map_uer such that rapid pour- 
ing may be accomplished and a high rate of pro d 20 
duction obtained thereby. 
The invention also includes the feature of an 
improved mold weight which is adapted for use 
with molds having variations with respect to the 
location of the pouring gare therein, it being pos- 25 
sible to utilize a single form of weight inter- 
changeably with molds having different pouring 
gare locations without a!tering the position of the 
weight in any lnanner. 
Other objects, features, advantages and im- 
provements included within the intended scope 
oÏ this invention will be particularly pointed out 
in cormection with the detailed dscription here- 
inafter to be iven in view of the accompanying 
drwing disclosure of a preferred, but not neces- 
sarily the only embodiment which the invention 
may have. 
in the drawing: 
Fig. 1 is a somewhat ragmentary and sche- 
matic plan viiw of the conveyor system which 
mbodie the particutar feature and improve- 
ments of the invention; 
Fig. 2 is a fragmentary eievational view of the 
drive provisions for the mold weight conveyor 
means as seen at line 2-- in Fig. i; 45 
Fig. 3 is a £urther fragmentary elevational view 
of the mold weight conveyor, and mold conveyor 
wherein the adaptability of the weights tf vari- 
ous sizes of molds is shown fo advantage, this 
view being seen at line -- in Fig. I; 50 
ig. 4- is a rnsverse elevational view, partly 
in section, of the conveyor and conveyor drive 
as seen in the zone of the pouring station, the 
view-being particularly taken at line -- in 
Fig. 1 ; 55 
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Fig. 5 is a ïragmentary view of the means for 
driving the mold conveyor, the view being taken 
along line -- in Fi. 4; 
Fig. 6 is a detafled and partly sectional view, 
in elevation, of a typical mold conveyor carriage 
in which certain important features of the inven- 
tion are shown, this view being indicated as 
taken along line 6--S in Fig. 1; 
Fig. 7 is a plan view of the detailed disclosure 
showing of Fig. 6; and 
Fig. 8 is a perspective view of a typical mold 
weight and weight hanger assembly as herein pre- 
ferred. 
The presently preferred character of shop 
molding and conveying equipment to which my 
ilnprovements pertain is primari]y directed to a 
continuous and high production shop activity. 
in a shop installation of this type, the usual prac- 
tice requires a large number of duplicate parts 
so that continuity of production may be held tf 
the most efficient schedule. This involves, in 
some cases, an almost prohibitively high ïrst cost 
for equipment, parts and the like. My invention 
aires fo effect certain importan improvements 
connected with a shop process of this general 
nature, and includes provisions and facilities for 
assuring uniformity of the various rnanual ac- 
tivities required fo be performed at each of the 
desigr%ted stations along the conveyor line of 
travel, provisions for permitting the selective use 
of the equipment for the moldin of a number of 
articles having size and ïorm variations, and 
provisions for effecting a considerable reduction 
in the number of accessories by adoption of stand- 
ard and interchangeable accessories. 
Briefly, i have disclosed in Fig. 1 a part orfiy of 
an endless type conveyor A having an appropri- 
are number of carriage assemblies B- arranged in 
end-tf-end adjacence; a conveyor carriage load- 
ing station C extending alongside the line of 
conveyor trave! and spaced from a mold pouring 
station which is represented by a moving walk- 
way or horizontally directed escalator assembly 
D including a pair of stationary ramps 1 and 1' 
for mounting and !eaving the saine; a conveyor 
system E for the movement of mold weights intf 
and out of cooperation with the molds F support- 
ed on the carriages B of the conveyor; and a 
poweï assemb!y G which includes a drivini 
ïnotfr, speed gears and sprocket and chain trans- 
mission means adapted to effect a simultaneous 
and synchronous movement of the conveyor A, 
escalator D and weight conveyor system E. 
The power assembly G (Fig. i) is, for the most 
part, contained in a suitab!e floor pit | and em- 
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bodies an electric motor  belt connected to a 
speed reduction gear asscmbly  from which 
power is taken on the spïocke chain  to a 
main power shaft . This shaït 5 carries a drive 
sprocket wheel 6 af one end and a sprocket 
wheel 7 intermediate its bearing supports. The 
sprocket 7 is located in the center line of the coi- 
veyor A such that the latter may bave driving 
connection therewith as wfil later appear. A 
second shaft 8 parallel to but spaced from shaft 
5 carries the companion sprocket wheel 9 for the 
conveyor drive sprocket 7 and between which the 
sprocket chain |6 operaïes. This shaft 8 a]so 
carries a drive sprocket wheel |l for the weight 
conveyor E and a drive wheel | from which the 
chain |3 extends for drivin the escalator wheel 
|4, the latter being secured to the shaft |5 of the 
escalator drive means. The opposite end of the 
escalator Dis pïovided with an idler asemb]y | 
which is simflar fo the means  5. 
Referring n0w to Figs. 2 and 3, I have shown 
portions of the weight conveyor system E. This 
sYstem includes (Fig. 2) a drive wheel | suitably 
keyed to the lower end of a vertically directed 
shaft 9, a worm gear -| secured to the upper 
end of shaft -9 and arranged to be engaged by 
the worm element 2, and power transmission 
means extending between the element  and 
drive sprocket wheel || on shaft $. This trans- 
mission means may comprise a sprocket chain 
 engaging wheel |! on shaft  and a smaller 
sprockeç wheel  fixed on a countershaft 
jacent a larger sprocket wheel - utilized for 
driving a second chain 6, the latter engaging 
with a worm drive sprocket wheel ]. Thus 
Power transmitted fo the shaft 8 located in the 
fioor pi will be imparted to the woïî gear - | and 
shaft  for driving the conveyor wheel 9. A 
suitable supporting frame structure 8 is pro- 
vided for the vheel |, and its associated drive 
means, and this may be tied in with portions of 
the buflding structure (not shown). In Fig. 3, 
I bave shown a second supporting structure 9 
from which is suspended an idler wheel ] suit- 
ably secured to a vertically set shaft $|. Each 
of these wheels | and 6 engaged with an end- 
less chain 3 to more the saine in a path deter- 
mined by the contour of a rigid track structure 
3 suitably fixed to the supports 8 and 2 and 
to a plurality of intermediate supports (not 
shown). The track 3 provides a return path 
of movement for the mold weights which is sub- 
stantially level or horizontal from wheel |9 to- 
ward wheel 39 as indicated by the rearward track 
portion 34 which is remote from the line of move- 
ment of the conveyor A. The forward path de- 
flned by the track from a zone adjacent wheel 3e 
toward a zone adjacent wheel |9 is also sub- 
stantially level but at a lower elevation as at 3. 
The transition from the higher level return 
track section 3 to the lower level forward track 
section 5 occurs at the zone of declivity . which 
is located (Fig. 3) adjacent the wheel 9 and at 
the initial stage where the track attains its reg- 
istry vertically above or over the center line of 
the conveyor A. The constant elevation portion 
35 of the track then extends over a considerable 
span of the conveyor A and preferably coincident 
vith th effective lentl of the moving escalator 
D. The reverse transition from the lower to the 
higher level trak sections occurs at a zone of ac- 
clivity 3] (Fig. 2) which deflnes the final stage of 
track registry over the conveyor A. 
Track 3 functions as a guide for the mold 
weights W (Figs. 1, 3 and S) and the weight 

4 
supporting means, only a single example thereof 
being shown in Fig. 3. The individual hanger 
supporting means for the mold weights W com- 
prises a hanger arm 49 having its upper end 
5 suitably formed to engage a track roller 4|, the 
latter roller engaging in the track flanges in the 
usual manner. Each hanger arm 46 carries a 
yoke-type fltting  at its lower end portion, and 
this fitting is pivotally connected to the link 4 
10 also pivotally attached at the upper end of the 
hanger sleeve 44 such that the yoke and link 
will allow the hanger sleeve  to swing in di- 
rections in line with and transversely of the 
track 3. The endless chain 32 of the weight 
15 conveyor sYstem is connected to the hanger arm 
49 as by projection of the arm through a chain 
link provided ïor that purpose. If will, of course, 
be understood that a plurality of mold weights 
will be suspended from the track 33 in the de-. 
20 sired spacing, and that each weight W will be 
supported by the means described in connection 
with Fig. 3. 
In reference to Fig. 8, each of the weights W 
is provided with a rod  which is rigidly at- 
25 tached thereto by bolts 4. The rod 45 is suit- 
ably curved in the end portion 4] to extend 
rearwardly of the weight body and upwardly 
such that its upper straight portion is positioned 
in or close to the center of mass for suspending 
30 the saine in a substantially level attitude. The 
upper end of this rod 4 is telescopically received 
in the lower open end of the hanger sleeve 44 
and may move therein to increase or decrease 
the effective length of the combined sleeve and 
35 rod assembly within certain limits. As shown, 
the sleeve 4 is provided with a longitudinally 
directed through slot 48 which extends from a 
point close to ifs lower end to a desired point at 
its upper end. The rod 4 is provided with a 
40 transverse pin 9 for engaging in this sleeve slot 
48 fo prevent complete withdrawal of the rod 
 from the sleeve 4. In this manner, the rod 
is adopted to slide in the sleeve for elevational 
adjustments of the weight W, but is pre- 
45 vented from rotating relative thereto. The tele- 
scopic nature of the sleeve and rod type weight 
hanger permits the weight to assure a position 
with its full weight resting on the mold. This 
weight positioning action occurs (Fig. 3) re- 
50 gardless of whether the mold F is relatively small 
or large, with regard to its vertical height as 
measured from the top plane of the conveyor 
carriage B. As the weight W is deposited on the 
mold F, due to the fact that the forward track 
55 portion 3 is at a lower elevation than the return 
track portion 3, the sliding relation between 
sleeve  and rod 4 will automatically effect 
the full weight deposited upon such mold, as by 
the movement of rod 4 into the sleeve 44 such 
0 that the pin 49 moves away froln its contact at 
the lower end of the slot 46. 
Proceeding further and with reference to Figs. 
1 and 4, the escalator assemb!y D is located 
parallel fo and at the side of the conveyor A 
65 which is opposite the location of the weight con- 
veyor system E. Assembly D comprising elon- 
iate side frame structures 2 supported from 
uitable floor footings (Fig. 4), and each side 
frame is pïovided with an upper horizontally ex- 
ï0 tending track member 3 upon which the several 
tread plates 54 more as by the tread plate rollers 
. As each tread plate 4. passes downwardly 
over the drive sprockets 6 fixed on drive shaft 
| adjacent the down ramp P' for return to the 
75 opposite, entering end of the escalator at up- 
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ramP 1, the rollers B,B are :engaged ,by return 
tragks BJ for guidance in a generally horizontal 
dïrecion benèath the upper pass.0f tread .plantes. 
Thecorstrucltion0f escàlato2, assemblyD is 'gen- 
erally conventi0nai,.ànd ;ferres, .per :se, no pat 
ofthe present 2mproVements. 
The construction of 'the mold conveyor sys- 
tem A may'be 'seen in FgS. I, 4, 6 and 7. In 
general, this convoyer includes a pair of spaced 
and pàrallel tracks:B,0 which are supported frein 
the .floor upon a plm:ality ::of .cross ties, BI,Ltwo 
such ries being shown in Fig. 6. A roller andlink 
chain ia strung batween £hese tracks and reeive 
itssuppor.t rom the carrage B as fll appear 
presently. .The chain is maleup of a series of 
rollers 2 having vertical pin :shafts oS3 £o which 
the link bars $4  a2e pivotally Connected. These 
bars $ are disposed in the Chain la ver£ically 
spaced pairs, with. aiternate underlapping and 
overlapping pairs as is hown in Fig. 6. ,This 
chain, during 4ts .movement between the fixed 
tracks $0, is maintained :against lateral move- 
mentby suitably.arranged guide rails 6 between 
wh£ch the chain r0!lers 62 may more. Although 
enl/ a fragmentay Portion of the-guide rails 
 have been shown in Figs. 6 and 7 at the right 
hand of the views, it will be obvi0us .that these 
railS will be installed at ail of the critical zones 
of the conveY0r system A, such as rhe eurved 
portions .of the .track, .the loading station C .and 
alongthe length of"the escalator assembly D. 
Presently peferred-mpans for driing the con- 
voyer chain (Figs. 4 and 5) includes the sprocket 
wheel ï .en the driyen shaft , the wheel 1 engag- 
ing Wi.hhê sproçket chain f  for meeting theiat- 
ter in con]unçtion with the idler spr.ocket het..9 
carried.0.n, saft B (Figs. 1 andS), .The chain 10 
carris at siÇb[f SpÇced interva!s (Fig. 4 .anti 
5) dpg em..bes  which comprise matching 
àstings ! provided with prpjcti,on.s 12/for en- 
gaging one at each side of the r.P.Hç 2 Of the 
c0nveyqr chain.  showD in Fig. , these dog 
members 0 are sp.açed 'alon% the Xegçh.of the 
sprQcke'.ch.ai.nt ,s se as p, refeçably to e..qgage evm, 
otheç q.ne of tl.]erPllers @2 on the driv  çhain fqr 
t.he conveyqr 4. ,açh Q te,ç, astiDgG  ! i_s Pivoted 
i.r.qm ifs ce,ntrat .base portion ,up.n a .p, ivqt ele- 
mÇnt  of the sprçcket chai.n lB -n d at-each side 
of this central pivot connçctiqn, that is .in the 
longitudial ' drecton of the chain  0,,thëre ïS 
. ThUs each cating ! or tbe, mtçg par.,s 
h a prp.!èctiq  a..nd ,a pair of r,o!lçr ç ,, t!ç 
latter serving te maintain the dqg member ]0 in 
Prbper. pSsïtion as b: rolling cqoper_ati0n n 
guide tracks  ai each s.iç of hç lne 9f tr-a.e! 
theçg.of. Thçse, gsdè. track assçblis.]Ç are suP- 
0ted upo n the fi00 in any stable manner (net 
shown) wle the sprocket cSa sr0ct Whë!s 
n shaZti .poitond f0ç °Peati¢ ïn à Part 
ofthe floo 
..... pit I therebelow. 
With paççuÇr, referepce, te gs. 4, 6 n d 7, 
there is shown a typical constratip, q ad 
rangemn of convoyer carriage B-wich is 
adapte te. çecev e, Conter and moe ïbid F 
along the convoyer A frein thelóading 
D and  zones of coolig tçeating unloading and 
the like, (net shon) priorto:return go leang 
Station C. The tpcal carriage B :cOmPr!es-an 
elogatë tabl e 8 having a omewht em- 
circular leading çg.e 81 and a simtarly shÇped 
5uttached apro or trafin end plae  vhich 
underlaps th.ç, net, adjacent edge.:  of thç ,0:- 
lewing carriage table .. This construction pçr- 

toits relative angular alignment of the respective 
carriage assemblies B Without uncovering the 
drive chain of the conveyor A, affords a safeguard 
against .a shop .worker becoming entangled in the 
5 çonveyor, and protects the conveyor against 
alling objects which might de-rail a carriage B. 
The table 0 is secured upon the upper end of a 
central supporting column 8S, as by riveting the 
saine te the bearing plate 8 of this column at a 
] 0 pluratity of points indicated by the rivet elements 
8. Column 3 is fixed te the upper one .of the 
chain links g (Fig. 6) and between the adjacent 
rollers  spanned rhereby. This column, thus, 
po.vides the principal means of attaching the 
i5 cam'iage B te the drive chain of c0nveyor A. At 
the leading and trailing ends of the centràl 
column $, there is provided substantially iden- 
tical support columns 8, and these columns are 
secured te the upper ones of the chain links 
20 ]ocated respective]y ahead of and behind the link 
g upon which column 83 is fixed. Each column 
8 is provided with an upper bearing plate ] for 
]iding engagement y/ith the under surface of the 
carriage table 80 whereby te permit relative 
25 lateral movement between the columns 08 and 
the table 80 as the drive chain deviates from a 
traight line path as permitted by the vertically 
directed pins  of the chain. The lower end of 
each of these columns 8B affords support for a 
30 bearing block 88 on the opposite ends of which 
are formed or suitably machined axle elements 
te carry roller means 90. Each block 80 thus 
mounts a pair of rollers 0, and these rollers are 
sp2ced apart te .engage on the tread surface of 
35 convoyer tracks ){ and transmit substantially 
a!t of the weight of the carriage B and its load 
te the tracks. In this manner, the drive chain 
of the convoyer A is freed of any vertical !oading 
but acts te move the respective carriages B 
40 through the connection afforded by central 
column 83. 
In the present embodiment, eac h carriage tble 
8. is ruade large enough te carry a pair of moïds 
1 (one 0nly being shown in tigs. 6 an d 7). Te 
4  carry out this feature and as an aid te the auto- 
matic unl0ading O r dumping of the molds at a 
Prçdetermined station along the conveyor, there 
 is operatively meunted on each tabl 
of dumping trays 2 which are pivotally möu.ntd 
0 on the sl]aft 98 securëd át one longitudinal side 
0fthe table 80. The shaft $ for each tray.Sis 
supported in spaced angle brackets 9 fixed on 
the table 8, while depending and spaçed lugs 
fixed on the under surface of the tray engag e te 
55 shaft. The opDosite side of oaci/tray 02 frein the 
locato n of the pivoted ]ugs 05 is pr0yided witha 
foot b!ock  bearing on the table 80 te retain 
the. tray in a ]evel position. The foot 510ck .. 
ferres abearing for the pïojecting roller.9, and 
60 affords through the roller an actuating device fpr 
engaging with the tray dumping device (net 
shown). _W"nus each tïay 92 is free t0 Pivot in 
a direction transversely of the carriage B and 
ai. 6z,.e sid of tne,ta.bl ï ,see Ii. 4). By prefer- 
;5 encë, èach traY  is of integral cast constructon 
with ifs planar surface suitably corrgate d 0r 
fiuted ai .8 and provided wth a plurality of 
,sPÇced marginal anges 9 t the sdeadjacert. 
the pivot ]ugs 
70 The molds F, usually ccmprising a former or. 
cope 02 for holding the sand in Proper condi- 
ti0ïï as it cornes fi:om the sand shop (Fig. 6%, is 
placed.on a mold palet .9,, and this pallet With 
he cope is thon placed upon the rày 
ï5 loading station C. Eah Pallet 
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with foot blocks J D4 at each side of the center 
to facilitate ifs handling during loading and 
otherwise, and of more particular importance is 
provided af ifs center with a centering means 
in the form of an inverted cup element having 
an infernal conical surface. Correspondingly, 
the tray 82 bas a conical projection |00 cast or 
otherwise provided in the center of its upper face. 
The conical surface of projection t00 is made 
exactly fo match with the infernal surface of and 
receive thereover the cup element [5 of the pal- 
let. The centering means | 05 and matching pro- 
jection [00 is clearly disclosed in Figs. 6 and 
wherein the right hand portion of these views 
illustrates the pallet [03 raised to a vertical posi- 
tion on the tray 82 and the left hand portion 
shows the normal cooperating position thereof 
for centering the pallet | 03 on the tray 2 to bring 
the mold F into a centered position on the car- 
riageB. Having thus provided means for center- 
ing each pallet, it will be a comparatively simple 
marrer to line up the pa]let on the tray by turn- 
ing the pallet until the pallet foot blocks |0ri are 
substantially parallel to the adjacent margins 
of the tray (Fig. 6). it should be noted that the 
cup elements [0 are ruade to fit with a, of the 
tray projections |D0 for interchangeable mount- 
ing of the pallets. 
In shop molding ecluipment of this character, 
if is highly desirable to be able fo cast a plurality 
of different objecks more or less at random, with- 
out resorting to the more .usual production prac- 
tce of running a single type of article or ob- 
ject through the line before changing to a second 
type. The random casting of various articles 
greatly increases the productivity of a shop and 
lessens the problem of accessory change over to 
meet each new run of articles. 
I bave acco.mplished this usually difficult prob- 
lem `by the above des,cribed synchronized convey- 
or systera wherein, the molds are brought to 
the pouring station, the mold weighks are auto- 
'matically deposited upon and later removed from 
the molds after pouring, and wherein the actual 
sp of pouring the metal is performed while the 
molds are in motion. The last step, of pouring 
the metal is ruade possible ,b.y the .use of an es- 
calator having a moveraent timed to that of the 
molds so that the ladle man standing on the 
escalator is carried along as the metal is poured 
into the mold. 
In random molding procedm'e as ,above noted, 
if is clear that each series of molds for the dif- 
ferent articles may bave a different location for 
the pouring gare, depending upon the shape of 
the article and the best location for the pouring 
gare fo enable a rapid and complete fllling of 
the mold cavities. Despite the many variations 
and possible locations for the pouring gare, i bave 
determined that the variations in location of the 
mold pouring gare from article to article may be 
made to conform to a definite pattern, without 
impairing the qualifies of the finished article, or 
the ease and rapidity with which the pouring 
may be carried out. Any moldin shop can, by 
areful study of the many articles being cast, ar- 
rive at and substantially determine the pattern 
of locations formed by the pouring gares as they 
vary from one mold to the next. As a conse- 
quence thereof, if will then be possible to select 
a standard type of weight to be used with all of 
the molds, and wherein the weight will bave 
pattern of openings, ut-outs or the like to match 
the predetermined pattern of pouring gare lo- 
cation. 

Such a mold weight W is dtsclosed in Fig. 8, as 
well as in other views hereof ,but if to `be under- 
stood that I do hot intend to ,be limited fo the 
precise form of weight W which is shown. Thus 
5 the presently preferred weight W is formed of 
block of suitable metal which has a substantially 
fiat bottom surface, a thickened portion |D8 and 
a rhin portion | t8 disposed 'substantially on op- 
posite sides of a transverse median line deflned 
1 by the shoulder |  | separating these block por- 
tions. This grduated thickness of the weight 
blo,ck W affords a ,balancing of the mass so that 
if will remain in a horizontal position when 
hanging free. The degree of thickness variation 
5 between the two portions |08 and ! [ is of course, 
related with the number and size of the several 
cut-outs or openings formed therein. In the 
present weight W, I bave provided a central notch 
! [2 extending through the thick portion and into 
'_'1 the rhin portion beyond the shoulder | | | so that 
the inner zone of the notch will extend into the 
central area of the mold Fto be weighted down 
thereby. Af each side of the rectilinear notch 
! 2, ther,e i.s formed an ang.ulate notch having an 
'-':, entrance section [[3 directed ata convergent 
angle with notch ! !2 and a connecting in_ner sec- 
tion J!tl directed substantially parallel with the 
notch ! [ .. In the relatively rhin portion ! ! ! of 
the weight W, there are formed spaced openings 
;0 [[5 having the major axis or length thereof di- 
rected normal]y to the lengthwise dimension of 
the notch | | 2. Accordingly, the improved weight 
\n/ is formed with a substantial]y symmetrical 
pattern of ,cut-outs, notches, slots, openings or 
35 the like, and these are so arranged as fo be ca- 
pable of matching the variations in mold pouring 
gare locations whereby casting aîaetal may be in- 
troduced fo the molds through af least one there- 
of without need for any preliminary shifting of 
4o the weight once it bas been deposited on the top 
surface of the mold. 
The operation of my improved equipment is 
initiated upon starting of the main drive motor 
this will through the reduction gearing 3 and 
45 sprocket chain  start operation of the conveyor 
A, weight conveyor E and escalator D by means 
of the several interconnected sprockets and 
chains `before described. Since each of these 
ïïaoving unit of the system bave a common source 
50 of motive power, if follows that the synchronism 
thereof can be determined by proper selection of 
the sprocket wheel sizes. For the example 
shown, I bave selected as raost suitable for the 
normal or average shop a possible speed range 
55 of from 6 fo 24 feet per minute. Tlus each of 
the three moving uniks will bave the ame speed 
range and will af all Situes maintain a synchro- 
nized speed so that the carriages B with the 
molds F thereon wfll move into the path of travel 
60 of the weights W on conveyor E af the sarne speed 
imparted fo the weight, and .the escalator D will 
also raove at the same speed whereby to trans- 
port the ladle man right with the mold selected 
for pouring. 
65 With the system in operation, the molds F, 
previously made up and deposited af station C, 
are placed upon the conveyor carriages so that 
the mold pallet cup |05 is received upon the coni- 
cal .centering projection |0 of the tray 82. The 
70 pallet |D3 may then be squared up with the tray 
82 to ,bring the mold into proper position. How- 
ever, .the biggest difficulty heretofore encountered, 
in effecting a centering of the molds upon the 
carriages bas been effectively eliminated by the 
75 use of the improved centering means |D5 and | 
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As each loaded carriage B moves out of the load- 
ing station C, the forrner or cope 1O- is remove,d 
and a terminer fïame 118 (Figs. 1 nd 4) compr- 
iu side pltes hving corner nges foï bolted 
secement is plced bout th mold. This step 
 performed belote the crriage moves into ifs 
le of trvel prllel with the escltor D. The 
copes I ay then te returned fo the molding 
room for use with subsequent mold's, without ha.r- 
ing  zun the fl ccuit of conveyoz A. 
The mod with ifs rctiner îïme  8 then i 
moved into the poung station djcent the es- 
cltor D nd dung the rst stes of trvel 
therein  weight W moves thereover nd descends 
long the descendhug trck section $ (Yi. 3) 
whereby the weight is deposid on the ]nold. In 
the ew of Fig. 3, I hve illustrted the situation 
where different molds  and Y' re ca$ried along 
togetber, the mold F' being the smaller one  fo 
i height above the sface of the carriage. Thus 
the leding weht W wl bave fo drop fo a lower 
level an the traing weight W nd this is fully 
provided for .by the te of weight suspension 
mea  and g5 befoïe noted. If is further to 
be noted that the suspeion means, due to the 
cued poion ? of the rod 5, is cler of the 
upper surface o the weight W (Fig. 4) so as 
hot to obstruct the aïea of pourg o.peration as 
a lae is brought fo he pouring position ty a 
ldleman standing upon the escalator tread 
plates 5. 
The pouring opeïation for one or more molds 
my be completed during the rime the molds have 
moved the lenh of the lowest section of the 
weight conveyor track $, after which the rising 
track section $? (Fig. 2) will effect weight re- 
mowl for passage along the retuïn high level 
track portion 4. The pouïed mo!ds may then 
continue on around the circuit of conveyor A 
through the dumping station (not shown) and 
back fo the long zone C. It is particulrly 
important in a system of this chructer, fo bïing 
the molds F and weights W into pïopm" ïegistry 
so as hot fo delay or make dicult the pouïing 
of the casting metal. This is fully accomp!ished 
by the provision of my improved centeng means 
@5 and , and by the novel foïmation of the 
weight W wherein notches, slots, openings OEnd 
the like are proded for se!ective registïy over 
the mold pouring gare. 
In Fig. 1, I have shown a pair of the molds F 
proded with identically located pouïing gares 
@, and, without unduly obscuïing the drawing, 
it may be readily seen tht the weights VI are 
deposited thereon such tht the gares 2 regis- 
ter with the central notches   of the weights. 
If will now bave appeared from the foregoing 
detafled descïiption of the several units, assem- 
blies and parts of my conveying equipment s, nd 
mold handling meuns, tht the present improve- 
ments will eliminate mny of the diculties at- 
tendant upon continuous molng operations, will 
reduce the quantity of accessoïies such s copes, 
frames and the like, ïequiïed therefoïe, wfll per- 
mit the molding of  variety of articles in a gen- 
erally ïandom ortier of moloEng ïmns, and tl 
gretly speed up the output of the rtlcles by 
schronous movement of the molds, mo!d 
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weights and escalator platform from which the 
ladleman operates duïing pouring. 
I do not intend that the present disclosure of 
the preferred embodiment be taken as limiting 
5 my invention to the precie constructio de- 
scribed, but wish it to be understood that all 
such modifications and ïeaïrangements of which 
it is susceptible be included within the spiïit 
and scope of the appended claires. 
10 I claire as my invention: 
1. A mold supporting and !octing assembly 
compïising an elongate table structure, a tray 
secured to said table structure, said tray having 
a fiat support surface, a mold suppoïting pallet 
15 ïemovab!y positionable on said tray, and meaus 
for locating said paHet on said tray in substan- 
tiaHy centeïed relation with the longitudinal axis 
of said elongate table structure, said locating 
means including an element pïojecting fïom said 
o tray above the longitudinal axis of said table 
structure and formed with a conical surface, and 
an element secured to said pallet and foïmed with 
a surface ai the center thereof into which the 
conica! surface of said pïojecting element is 
25 adapted to be ïeceived in close fitting coopera- 
tion, a!igning the centeï of the pallet with the 
longitudinal centerline of the table structure for 
various sizes of pallets and pïeventing relative 
linear movement of said pallet and said tray in a 
0 plane parallel to the plane of said fiat support 
surface of said tray. 
2. In combination in a mold supporting assem- 
biy, an elongated table, a tray mounted on said 
table having a generally rectanulaï planaï sup- 
5 port surface with a pair of parallel side edges 
extending at ïight angles to the longitudinal axis 
of the table, an upstanding projection on the 
upper surface of the tray on the longitudinal 
centerline of the table, a pallet having two par- 
40 allel, spaced cross bïaces on its under-surface, 
and a socket secured to the undeï-surface of 
said pallet and extending into abutting engage- 
ment over said upstanding projection, the remote 
side edes of said braces being spaced apart a 
45 distance substantially equal to the length of said 
tray, whereby the positioning of said paHet on 
said tray with the side edges of the cross braces 
paraHel to the parallel side edges of the tïay 
aligns the center of the pallet on the tray. 
50 GEOPGE W. ZABEL. 
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